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where attention was paid to the matter. There were, however, then,
as now many different styles, which we will leave to the investigation
of the reader, the immediate object being to slow him the manner and
means adopted to produce the pan, or the execution of the mechanical
part; so we will proceed to mate one of medium higlt to hold a gal-
lon. Stewpans were made light or heavy to suit tie wants of the pur-
chaser, or to meet competition in price; generally they were made
heavy. Let the example be made from a 3o-pound plate, and of me-
dium hight. Tie dimensions of a stewpan to hold i gallon are found
in the following- manner: A gallon of water (English) contains
277.274 cubic inches, and the pan is to he two-thirds of its diameter in

hight. Then '' x 3 =415.911, the cubical contents of a cylinder
as high as its diameter. Then converting this into cylindric

inches,    we    have

o. 7854

s== 529-553>    arL(^    extracting    the    cube

root   of  this  we  get   y 529.553 = 8.089  for the  diameter,   and  as

the pan is to be two-thirds of this,

8.089

X 2 = 5.392, the hig-ht of the

pan inside measurement, to which add the thickness of the metal
and we nave $% inches for the hight, and 8 inches the diameter, ap-
proximately. Then the dimensions of a stewpan of medium hight
to hold a gallon would "be 8 inches in diameter, and 5^4 inches deep
whea finished; therefore OUT pattern requires to he 25^ inches long
and 6 inches deep, allowing1 % inch for lag. Cut out the pattern
cramp it with a chisel and thin. (Fo/r the benefit of the learner I will
here state that it is the custom among- braziers to cut their cramps in
heavy metal before thinning ; coppersmiths on the other hand do the
thinning first, and cut the cramps after, and both ways have their
advantages in particular cases which practice alone can teach and
point out). ISToTvform it and braze tie seam as previously described;
clean off and knock down; then stag- in, the lag, and thin the edge
ready for the hot torn; put in the bottom and braze it round ; trim
and Imook down the seam ; anneal, and true tip to size. The
lag being carefully formed on the leel of a suitable head, as in Fig,
174, it is now ready for the tinning*. When tinned and scoured, it is
first planished on a bright bottom stake, maMng* the "bottom level and
txue, and then the sides on a bright head in a shank, tie smoothing
being- finished with a spring-faced hammer. Tie sides and bottom